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Description 

BACKGROUND OF THE INVENTION 

1 . Field of the Invention s 

[0001] The present Invention relates to a method of 
manufacturing a paper maldng screen plate and the pa- 
per making screen plate, and more specifically, to a 
method of manufacturing a paper making screen plate io 
by which the screen plate can be easily manufactured 
and the paper making screen plate. 

2. Description of the prior art 

15 

[0002] The applicant discloses a method of manufac- 
turing a paper making screen plate by forming slits by 
locating bar-shaped members near to each other in Jap- 
anese Patent Publication Lald-Open No. 6 (1994)- 
299490. 20 
[0003] The paper making screen plate disclosed in 
the publication includes bar-shaped members having a 
circular cross sectbn, a first support member having re- 
ceiving portions for the bar-shaped members which are 
annutarty fonned thereto at inten/als and a second sup- 2S 
port member having receiving portions for the bar- 
shaped members which are annularly formed thereto at 
intervals, the bar-shaped members are annularly dis- 
posed near to each other as well as the ends on one 
side of the bar-shaped members are abutted against the so 
receiving portions of the first support member and the 
ends on the other side of the bar-shaped members are 
abutted against the receiving portbns of the second 
support member, respectively, and the abutted portions 
are fixed by welding or the like. 35 
[0004] Since the receiving portions of the first and 
second support members are arranged as a plurality (for 
example, about 250 pieces - about 300 pieces) of circu- 
lar holes formed thereto, although the holes must be 
' formed to the first support member and the second sup- 40 
port member at predetermined intervals (for example, 
about 0.05 mm - about 0.5 mm by whk:h the slits of the 
screen plate can be formed), there is a problem that a 
job for forming the holes is very time-consuming and 
workability of the job is not good. 4S 
[0005] ' In particular, when the bar-shaped members 
have a small diameter , although the first support mem- 
ber must be accurately aligned with the second support 
member as well as the degree of parallelism of the ad- 
jacent bar-shaped members must be accu rately adjust- so 
ed, there arise problems in that these requirements can- 
not be easily and promptly satisfied and further when 
the adjacent holes are located near to each other, it is 
difficult to form the holes (receiving portions) from the 
view point of strength. ss 
[0006] From FR 2 61 2 081 A1 a method according to 
the preamble of claim 1 is known. The longitudinal mem- 
bers used herein have a T-shaped cross-section and 



must be mounted via special supporting structures in- 
cluding notches. 

SUMMARY OF THE INVENTION 

[0007] An object of the present invention is to provide 
a method of manufacturing a paper making screen plate 
and the paper making screen plate by which the afore- 
said conventk)nal problems can be removed. 
[0008] An object of the present invention is to provide 
a method of manufacturing a paper making screen plate 
capable of accurately and easily forming slits having a 
predetermined size between k>ngitudinal members and 
thus obtaining a screen plate which can be easily man- 
ufactured, 

[0009] This object is attained by a method according 
to claim 1 . 

[001 0] The subclaims defined advantageous embod- 
iments of the invention. 

BRIEF DESCRIPTION OF THE DRAWINGS 

[0011] 

FIG. 1 to FIG. 7 are drawings explaining a method 
of manufacturing a paper making screen plate of an 
embodiment of the present inventbn, wherein; 

FIG. 1 is a schematic cross secttonal view of a 
screen having a screen plate manufactured by 
the method of manufacturing the paper making 
screen plate of the embodiment of the present 

invention; 

FIG. 2 is a schematic cross sectional view 
showing the screen plate of FIG. 1 in enlarge- 
ment; 

FIG. 3 is a schematic cross sectional viewtaken 
along the line A - A of FIG. 2; 
FIG. 4 is a view schematically explaining the 
method of manufacturing the paper making 
screen plate; 

FIG. 5 is a view schematically explaining the 
method of manufacturing the paper making 
screen plate; 

FIG. 6 is a view schematically explaining the 
state that a plurality of longitudinal members 
are disposed in parallel with each other; 
FIG. 7 is a schematic enlarged view of a portion 
Bin FIG. 2; 

FIG. 8 is a schematic cross sectional view of a 
screen when the paper making screen plate of 
the embodiment of the present invention is ap- 
plied to a type of the screen which is different 
from that shown in FIG. 1 ; 

FIG. 9 to FIG. 11 are views showing the case that 
the paper making screen plate of the embodiment 
of the present invention is applied to a type of the 
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screen which is different from that of the screen 
shown in FIG. 8, wherein; 

FIG. 9 is a schematic cross sectional view of 
the screen; 

FIG. 1 0 is a schematic plan view of the screen 
plate of FIG. 9; 

FIG. 11 is a schematic perspective view of a 
screen plate of FIG. 10; 

FIG. 12 is a view explaining a modification of the 
shape of the slits of the screen plate and shows the 
state that longitudinal members are separately dis- 
posed; 

FIG. 13 Is a view explaining the state that the lon- 
gitudinal members shown in FIG. 12 are abutted to 
each other; 

FIG. 14 is a schematic cross sectional view taken 
along the line C - C of FIG. 13; 
FIG. 15 Is a view explaining another example of the 
shape of the slits of the screen plate and shows the 
state that longitudinal membersare separately dis- 
posed; 

FIG. 16 is a view explaining the state that the lon- 
gitudinal members shown in FIG. 15 are abutted 
against each other; 

FIG. 17 is a schematic cross sectional view taken 
along the line D - D of FIG. 16; 
FIG. 18 is a view explaining a modification of the 
longitudinal members shown in FIG. 6 and shows 
that a first longitudinal member is disposed by being 
spaced apart from a second longitudinal member; 
FIG. 19 is a view explaining the state that the first 
longitudinal member shown in FIG. 18 Is abutted 
against the second longitudinal member shown 
there; 

FIG. 20 is a view explaining a nrxxJification of the 
longitudinal members shown in FIG. 18 and shows 
that the first longitudinal member is disposed by be- 
ing spaced apart from the second longitudinal mem- 
ber; 

FIG. 21 is a view explaining the state that the first 
longitudinal member shown in FIG. 20 is abutted 
against the second longitudinal member shown 
there; and 

FIG. 22 is a view explaining the case that a screen 
plate is manufactured by fixing longitudinal mem- 
bers each other without using support members. 

DESCRIPTION OF PREFERRED EMBODIMENTS 

[001 2] An embodiment of the present invention will be 
described with reference to the drawings. In FIG. 1 to 
FIG. 7, numeral 1 denotes a paper making screen which 
is referred to as an Inward flow screen for, for example, 
causing a material to flow from the outside of a screen 
plate 1 0 toward the inside thereof to refine the material. 
The paper making screen is partitk>ned to a primary 



chamber 4 and a secondary chamber 5 by the screen 
plate 10 disposed in a casing 2. 
[0013] The primary chamber 4 is provided with a stir- 
ring member 6 and communicates with a material inlet 
5 7 and a foreign substance outlet 8. 

[001 4] The secondary chamber 5 communicates with 
a material outlet 9 for discharging a refined material from 
which foreign substances are removed by the screen 
plate 10. 

10 [0015] The screen plate 10 is arranged such that a 
plurality of longitudinal members 11 are disposed in par- 
allel with each other and the ends on one side of the 
longitudinal members 1 1 are fixed to a support member 
12 and the ends on the other side of tongitudinal mem- 

^5 bers 1 1 are fixed to a second support member 13, re- 
spectively by welding or the like. 
[0016] Each of the longitudinal members 11 is made 
of stainless steel (or iron) having a circular cross sectbn 
and a diameter o f , for example, about 2.5 mm - about 

20 6.0 mm, and recesses a and projections b are continu- 
ously formed on the longitudinal member 11 in the lon- 
gitudinal direction thereof with at least two pieces of the 
recesses a. Note, the cross section of the recesses of 
the longitudinal member 11 is not limited to the circle but 

2S It may be formed to any polygon such as. for example, 
a rectangle, square, rhombus or the like. 
[001 7] As shown in FIG. 6, a slit 2t formed by that one 
of the longitudinal members 11 comes into contact an- 
other longitudinal member 1 1 1s determined by a type of 

30 the material to be refined by the paper making screen 

I , foreign substances contained in the material, and the 
like and set to about 0.05 mm to about 0.50 mm. 

[001 8] A method of continuously forming the recesses 
a and the projections b on the surface of the longitudinal 

35 member 1 1 in the longitudinal directbn thereof includes, 
for example, an electropolrshing method (the recesses 
a are formed In such a manner that the longitudinal 
member 11 is dipped into an acid solution with a tape 
applied to the portions which are not desired to be melt- 

40 ed (the projections b) and a current is supplied thereto 
to electro-chemically polish the surface of the longitudi- 
nal member 11), a cutting method, a plating method, a 
metal deposition method and the like. 
[0019] As shown in FIG. 6, a plurality of the longitudi- 

45 nal members 1 1 are disposed in parallel with each other 
so that the recesses a of each of the longitudinal mem- 
bers 11 are caused to confront the recesses a of each 
of the longitudinal members 11 and the projections b of 
each of the longitudinal members 11 are abutted against 

so the projections b of each of the longitudinal members 

II . Note, the ends on one side of the longitudinal mem- 
bers 1 1 are fixed to the first support member 1 2 and the 
ends on the other skje of the longitudinal members 11 
are fixed to the second support member 1 3, respectively 
by welding or the like (refer to FIG. 2). 

[0020] As shown in FIG. 4, the first support member 
1 2 and the second support member 1 3 are formed to an 
annular shape, and grooves 1 2a, 1 3a are formed to the 
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outside of the annular portions of the first support mem- 
ber 1 2 and the second support member 1 3 as shown in 
FIG. 5 so that they have a shape which conforms to the 
end shape of the longitudinal member 11 to easily posi- 
tioning it. 

[0021] Support members are suitably disposed be- 
tween the first support member 12 and the second sup- 
port member 13 depending upon the length of the lon- 
gitudinal member 11, and in this embodiment a third 
support member 131 and a fourth support member 14 
are disposed (note, the longitudinal members 11 are 
fixed to the third support member 131 and the fourth 
support member 14 by welding or the like). 
[0022] Note, the upper portion of the screen plate 10 
Is closed by, for example, a roof plate 15 and the stirring 
member 6 is connected to a shaft 1 7 to be rotated by a 
belt 16. Note, numeral 18 denotes a bearing. 
[0023] Consequently, to make the screen plate 10 
having gaps of the slit 2t, about 250 to 300 pieces of the 
longitudinal members 11 each having the recesses a 
and the projections b continuously formed on the sur- 
face thereof (a difference of height t is provided between 
the recess a and the projection b) with at least two piec- 
es of the projections b are prepared, a plurality of the 
longitudinal members 11 are disposed in parallel with 
each other so that the recesses a of each of the longi- 
tudinal members 11 are sequentially caused to confront 
the recesses a of each the longitudinal members 11 and 
the projections b of each of the longitudinal members 11 
are sequentially abutted against the projections b of 
each of the tongitudinat members 11 , and the ends on 
the both sides of the longitudinal members 11 are locked 
to the grooves 12a, 13a, respectively and fixed thereto 
by welding or the like. 

[0024] Note, although the aforesakJ embodiment is 
referred to as the inward flow screen by which a material 
is flown from the outside of the screen plate 10 toward 
the Inside thereof and refined, the present Invention is 
not limited to this type of the screen but similarly appli- 
cable to the one referred to as an outward flow screen 
1 as shown in FIG. 8 by which a material is flown from 
the inside of the screen plate 10 toward the outside 
thereof and refined. 

[0025] The aforesaid roof plate 15 need not be pro- 
vided with the screen plate 10 when the outward flow 
screen 1 is employed. Note, numeral 19 denotes a mo- 
tor for rotating the stirring member 6 connected to the 
shaft 17. 

[0026] Further, although the screen plate 10 of the 
aforesaid embodiment is formed to a cylindrical shape, 
the present invention is not limited thereto but similarly 
applicable to a flat screen plate 101 as shown in FIG. 9 
to FIG. 11. 

[0027] The fiat screen plate 101 shown in FIG. 9 to 
FIG. 11 is arranged similarly to the screen plate shown 
FIG. 1 to FIG. 7 such that a plurality of longitudinal mem- 
bers 11 are disposed in parallel with each other so that 
the recesses a of each of the longitudinal members 11 



are caused to confront the recesses a of each of the 
longitudinal members 11 and the projections b of each 
of the bngitudinal members 11 are abutted against the 
projections b of each of the longitudinal members 11. 

5 The ends on one side of the longitudinal members 11 
are fixed to a first support member 12 and the ends on 
the other side of the k)ngitudinal members 11 are fixed 
to a second support member 1 3, respectively by welding 
or the like. The first support member 12 and the second 

10 support member 13 are composed of an integrally 
formed frame 20. 

[0028] Note, although the slit of the screen plate 10 
of the aforesaid embodiment is formed to a rectangular 
shape, the slit of the present invention Is not limited 

f5 thereto but may be formed to, for example, a circular 
shape in such a manner that the cross section of the 
recess a is formed to a semicircle and the cross section 
of the projection b is formed to a shape surrounded by 
two semfcircles as shown In FIG. 12 to FIG. 14. 

20 [0029] As shown in FIG, 15 to FIG. 17. the slit may be 
formed to a polygon composed of a hexagon in such a 
manner that the cross section of the recess a is formed 
to a trapezoid and the cross section of the projection b 
is formed to a shape surrounded by two trapezoids. 

25 [0030] Although the screen plate 10 of the aforesakJ 
embodiment Is arranged such that a plurality of the lon- 
gitudinal members 11 are disposed in parallel with each 
other so that the recesses a of each of the longitudinal 
members 11 are caused to confront the recesses a of 

30 each of the longitudinal member 1 1 and the projections 
b of each of the longitudinal members 11 are abutted 
against the projections b of each of the longitudinal 
members 11, the present invention Is not limited to this 
arrangement but may be arranged such that, for exam- 

35 pie, there are prepared a plurality of first tongitudinal 
member 11 each having recesses a and projections b 
continuously formed on the surface ther'eof with at least 
two pieces of the projections b and a plurality of second 
longitudinal members 111 each having a uniform sur- 

40 face without recesses and projections formed thereon 
as shown in FIG. 18, the first bngitudinal members 11 
and the second longitudinal members 111 are disposed 
In parallel with each other so that the projectbns b of 
each of the first longitudinal members 11 are abutted 

^5 against the surface of each of the second longitudinal 
members 111 and the recesses a of each of the first lon- 
gitudinal members 1 1 are caused to confront the surface 
of each of the bngitudinal members 111 as shown in 
FIG. 19 and further the plurality of the first longitudinal 

50 members 1 1 and the plurality of the second longitudinal 
members 111 are alternately disposed. 
[0031] Note, although not shown, the ends on one 
sbe of the plurality of the first and second longitudinal 
members 11,111 disposed in parallel with each other 

55 are fixed to a first support member (not shown) similarly 
to the aforesaid embodiment and the ends on the other 
side of the plurality of the first and second longitudinal 
members 11,111 disposed in parallel with each other 
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are fixed to a second support member (not shown). As 
a result, slits t are formed between the first longitudinal 
members 11 and the second longitudinal members 111 
(refer to FIG. 19), 

[0032] Further, there are prepared a plurality of first 
longitudinal members 11 each having recesses a and 
projections b continuously formed on the surface thereof 
with at least two pieces of the projections b and a plu- 
rality of second longitudinal members 1111 each having 
recesses a and projections b continuously formed on the 
surface thereof with at least two pieces of the projections 
b as shown in FIG. 20, the first longitudinal members 11 
and the second longitudinal members 1 1 1 1 are disposed 
in parallel with each other so that the projections b of 
each of the first longitudinal members 11 are abutted 
against the recesses a of each of the second longitudi- 
nal members 1111 and the projections b of the second 
longitudinal members 1111 are abutted against the re- 
cesses a of the first longitudinal members 11, respec- 
tively and the recesses a of each of the first longitudinal 
members 11 are caused to confront the recesses a of 
each of the longitudinal members 111 as shown in FIG. 
21 and further the first and second longitudinal members 
11 , 1 1ll are alter nately disposed. 
[0033] Note, although not shown, the ends on one 
side of the plurality of the first longitudinal members 11 
and the plurality of the second longitudinal members 
1111 disposed in parallel with each other are fixed to a 
first support member (not shown) and the ends on the 
other side of the plurality of the first longitudinal mem> 
bers 1 1 and the plurality of the second longitudinal mem- 
bers 1111 disposed in parallel with each other are fixed 
to a second support member (not shown). As a result, 
slits t are formed between the first longitudinal members 
11 and the second longitudinal members 1111 (refer to 
FIG. 21). 

[0034] The screen plate 10 of the aforesaid embodi- 
ment is provided with the first support member 12 and 
the second support member 13, the embodiment is not 
limited thereto but it is possible, for example, that the 
longitudinal members 11 are fixed each other and the 
support members such as the first support member 12, 
the second support member and the like are omitted as 
shown in FIG. 22. 

[0035] That is, it Is possible that a plurality of longitu- 
dinal members 1 1 each having recesses a and projec- 
tions b continuously formed on the surface thereof with 
at least two pieces of the projections b are disposed in 
parallel with each other so that the recesses a of each 
of the longitudinal members 11 are caused to confront 
the recesses a of each of the longitudinal members 11 
and the projections b of each of the longitudinal mem- 
bers 1 1 are abutted against the projections b of each of 
the longitudinal members 11 and the longitudinal mem- 
bers 11 are fixed each other by welding or the like. 
[0036] Likewise, it is possible that the first longitudinal 
members 11 shown in FIG. 18 and FIG. 19 are fixed to 
the second longitudinal members 1 1 1 shown there or the 



first longitudinal members 11 shown in FIG. 20 and FIG. 
21 are fixed to the second longitudinal members 1111 
shown there and support members such as not shown 
first and second support members are omitted. 

5 [0037] Note, according to this embodiment, when the 
sizes of the recesses a and projections b of the longitu- 
dinal members 11 (or the first longitudinal members 11 
shown in FIG. 18 or the first and second tongitudinal 
members 11, 1111 shown in FIG. 20) are set to prede- 

10 termined values and each of the longitudinal members 
11 is abutted against each of the longitudinal members 
11 (or, each of the first longitudinal members 11 shown 
in FIG. 16 is abutted against each of the second k>ngi- 
tudinal members 111 shown there or each of the first 

IS longitudinal members 11 shown in FIG. 20 is abutted 
against each of the second longitudinal members 1111 
shown there), slits each having a predetermined size 
can be accurately and easily formed between the longi- 
tudinal members 11 (or between the first bngitudinal 

20 members 11 shown in FIG. 18 and the second longitu- 
dinal members 111 shown there or between the first lon- 
gitudinal members 11 shown in FIG. 20 and the second 
longitudinal members 1111 shown there), and accord- 
ingly the screen plates 10, 101 whrch can be easily man- 

2S ufactured can be obtained. 



Claims 

30 1 . A method of manufacturing a paper making screen 
plate, comprising the steps of: 

preparing a plurality of longitudinal members 
(11) each having recesses (a) and projections 

35 (b) continuously formed on the surface thereof 

with at least two pieces of the projections (b); 
disposing the plurality of said longitudinal mem- 
bers (11) in parallel with each other; 
fixing said longitudinal members (11) to each 

40 other; and 

forming slits between said longitudinal mem- 
bers (11); 

characterized in that said projections (b) are 
45 formed as circular projections in cross-section. 

2. The method of claim 1 . comprising the step of dis- 
posing the plurality of said longitudinal members so 
that the recesses (a) of each of said longitudinal 

50 members (1 1 ) are caused to confront the recesses 
(a) of each of said longitudinal members (11) and 
the projections (b) of each of said longitudinal mem- 
bers (11) are abutted against the projections (b) of 
each of saki longitudinal members (11). 

55 

3. The method of claim 1 comprising the steps of: 

preparing a plurality of first bngitudinal mem- 
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bers (11) each having recesses (a) and projec- 
tions (b) continuously formed on the surface 
thereof with at least two pieces of the projec- 
tbns (b); 

preparing a plurality of second longitudinal s 
members (1111) each having recesses (a) and 
projections (b) continuously formed on the sur- 
face thereof with at least two pieces of the pro- 
jections (b); 

disposing said first longitudinal members (11) io 
and said second longitudinal members (1111) 
so that the projections (b) of each of said first 
longitudinal members (11) are abutted against 
the recesses (a) of each of said second longi- 
tudinal members (1111) and the projections (b) is 
of each of said second longitudinal members 
(1111) are abutted against the recesses (a) of 
each of said first longitudinal members (1 1 ). re- 
spectively and the recesses (a) of each of said 
first longitudinal members (11) are caused to 20 
confront the recesses (a) of each of said sec- 
ond longitudinal members (1111) and further al- 
ternately disposing the plurality of said first lon- 
gitudinal members (11 ) and the plurality of said 
second longitudinal members (1111); 2S 
fixing said first longitudinal members (11) to 
said second longitudinal members (1111); and 
forming slits between said first longitudinal 
members (11) and said second longitudinal 
members (1111). 30 

The method of claim 1 , comprising the steps of: 

preparing a plurality of first longitudinal mem- 
bers (11) each having recesses (a) and projec- 3S 
tions (b) continuously formed on the surface 
thereof with at least two pieces of the projec- 
tions (b); 

preparing a plurality of second longitudinal 
members (1111) each having a uniform surface 40 
without recesses and projections formed ther- 
eon; 

disposing said first longitudinal members (11) 
and said second longitudinal members (1111) 
so that the projections (b) of each of said first 4S 
longitudinal members (11) are abutted against 
the surface of each of said second longitudinal 
members (1111) and the recesses (a) of each 
of said first longitudinal members (11) are 
caused to confront the surface of each of said so 
second longitudinal members (1111); 
alternately disposing the plurality of said first 
longitudinal members (11) and the plurality of 
said second longitudinal members (1111); 
fixing said first longitudinal members (11) to ss 
said second longitudinal memlDers (1111); and 
forming slits between said first longitudinal 
members (11) and said second longitudinal 



members (1111). 

5. The method of claim 2, comprising the steps of: 

fixing the ends on one side of the plurality of 
said longitudinal members (11 ) disposed in par- 
allel with each other to a first support member 

(12); 

fixing the ends on the other side of the plurality 
of said longitudinal members (11) disposed in 
parallel with each other to a second support 
member (13). 

6. The method of claim 3, comprising the steps of: 

fixing the ends on one side of the plurality of 
said first longitudinal members (1 1 ) and the plu- 
rality of said second bngitudinal members 
(1111) to a first support member (12); 
fixing the ends on the other side of the plurality 
of said first longitudinal members (11) and the 
plurality of said second longitudinal members 
to a second support member (1 3). 

7. The method of claim 4. comprising the steps of: 

fixing the ends of one side of the plurality of said 
first longitudinal members (1 1 ) and the plurality 
of said second longitudinal members (1111) to 
a first support member (12); 
fixing the ends on the other side of the plurality 
of said first longitudinal members (11) and the 
plurality of said second longitudinal members 
(1 1 1 1 ) to a second support member (1 3), 

8. The method of claim 1 , comprising the steps of: 

fixing the ends on one side of the plurality of 
said longitudinal members (11) disposed in par- 
allel with each other to a first support member 
(12); 

fixing the ends on the other side of the plurality 
of said longitudinal members (11) disposed in 
parallel with each other to a second support 
member (13). 



PatentansprOche 

1 . Verfahren zur Herstellung eines Siebes fur die Pa- 
pierherstellung mit den folgenden Schritten: 

- Herstellung mehrerer Langsbauteile (11), von 
denen jedes Ausnehmungen (a) und VorsprOn- 
ge (b) aufweist, die kontinuierlich auf seiner 
Oberflache ausgebildet sind, wobei minde- 
stens zwei Stuck Vorsprunge (b) vorhanden 
sind; 
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Anordnen der Vielzahl der Langsbauteile (11) 
parallel zueinander; 

Fixieren der Langsbauteile (11) aneinander; 
und 

- Ausbllden von Schlitzen zwischen den Langs- s 
bauteilen (11); 

dadurch gekennzefchnet, dass 

- die Vorsprunge (b) als inn Querschnitt krelstor- io 
mige Vorsprunge ausgebildet sind. 

2. Verfahren nach Anspruch 1, das den fotgenden 
Schritt aufweist: 

75 

Anordnen der Vietzaht der Langsbauteile auf 
eine solche Weise, dass die Ausnehmungen 

(a) eines jeden der Langsbauteile (11 ) den Aus- 
nehmungen (a) eines jeden der Langsbauteile 
(11) gegenuberstehen und die Vorsprunge (b) 20 
eines jeden der Langsbauteile (11) gegen die 
VorsprOnge (b) eines jeden der Langsbauteile 
(11)sto8en. 

3. Verfahren nach Anspruch 1 mit den folgenden 25 
Schritten: 

Herstellen mehrerer erster Langsbauteile (11 ), 
die jeweils Ausnehmungen (a) und Vorsprunge 

(b) haben, die kontinuierlich an ihrer Oberfia- so 
Che ausgebildet sind, wobei mindestens zwei 
Stock der Vorsprunge (b) vorhanden sind; 

- Herstellen mehrerer zweiter Langsbauteile 
(1111), die jeweils Ausnehmungen (a) und Vor- 
sprOnge (b) haben, die kontinuierlich auf ihrer 3S 
Oberflache ausgebildet sind, wobei minde- 
stens zwei Stuck der Vorsprunge (b) vorhanden 
sind; 

- Anordnen der ersten Langsbauteile (11) und 
der zweiten Langsbauteile (1111) so. dass je- 40 
weils die Vorsprunge (b) eines jeden der ersten 
Langsbauteile (11) gegen die Ausnehmung (a) 
eines jeden der zweiten Langsbauteile (1111) 
stoQen und die Vorsprunge (b) eines jeden der 
zweiten Langsbauteile (1111) gegen die Aus- 4S 
nehmungen (a) eines jeden der ersten Langs- 
bauteile (11) stossen, und die Ausnehmungen 

(a) eines jeden der ersten Langsbauteile (11) 
den Ausnehmungen (a) eines jeden der zwei- 
ten Langsbauteile (1111) gegenOberstehen, so 
wobei f emer die Vielzahl der ersten Langsbau- 
teile (11) und die Vielzahl der zweiten Langs- 
bauteile (1111) abwechseind angeordnet wer- 
den; 

- Fixieren der ersten Langsbauteile (11) an den ss 
zweiten Langsbauteilen (1111); und 

- Ausbilden von Schlitzen zwischen den ersten 
Langsbauteilen (11) und den zweiten Langs- 



bauteilen (1111). 

4. Verfahren nach Anspruch 1 mil den folgenden 
Schritten: 

Herstellen mehrerer erster Langsbauteile (1 1 ), 
von denen jedes Ausnehmungen (a) und Vor- 
sprunge (b) hat. die kontinuierlich auf seiner 
Oberflache ausgebildet sind, wobei minde- 
stens zwei StQckder Vorsprunge (b) vorhanden 
sind; 

Herstellen mehrerer zweiter Langsbauteile 
(1111), von denen jedes eine einheitliche Ober- 
flache ohne darauf ausgebildete Ausnehmun- 
gen Oder Vorsprunge aufweist; 
Anordnen der ersten Langsbauteile (11) und 
der zweiten Langsbauteile (1111) auf eine sol- 
che Weise. dass die Vorsprunge (b) eines jeder 
der ersten Langsbauteile (11) gegen die Ober- 
flache eines jeden der zweiten Langsbauteile 
(1111) stossen und die Ausnehmungen (a) ei- 
nes jeden der ersten Langsbauteile (11) der 
Oberflache eines jeden der zweiten Langsbau- 
teile (1111) gegenuberstehen; 

- abwechselndes Anordnen der Vielzahl der er- 
sten Langsbauteile (11) und der Vielzahl der 
zweiten Langsbauteile (1111); 

Fixieren der ersten Langsbauteile (11) an den 
zweiten Langsbauteilen (1111); und 

• Ausbilden von Schlitzen zwischen den ersten 
Langsbauteilen (11) und den zweiten Langs- 
bauteilen (1111). 

5. Verfahren nach Anspruch 2 mit den folgenden 
Schritten: 

- Befestigen der Enden an einer Seite der Viel- 
zahl der Langsbauteile (11). die parallel zuein- 
ander angeordnet sind. an einem ersten Tra- 
gerbauteil (12); 

- Befestigen der Enden an der anderen Seite der 
Vielzahl der Langsbauteile (1 1 ), die parallel zu- 
einander angeordnet sind. an einem ersten 
Tragerbauteil(13). 

6. Verfahren nach Anspruch 3 mit den folgenden 
Schritten: 

• Befestigen der Enden an einer Seite der Viel- 
zahl der ersten Langsbauteile (1 1 ) und der Viel- 
zahl der zweiten Langsbauteile (1 1 1 1 ) an einem 
ersten Tragerbauteil (12); 

- Befestigen der Enden an der anderen Seite der 
Vielzahl der ersten Langsbauteile (11) und der 
Vielzahl der zweiten Langsbauteile an einem 
zweiten Tragerbauteil (13). 

7. Verfahren nach Anspruch 4 mit den folgenden 



7 



13 



EP 0 719 890 B1 



14 



Schritten: 

Befestigen der Enden an einer Seite der Viet- 
zahl der ersten Langsbauteile (11 ) und der Viel- 
zahl der zweiten Langsbautelle (11 11 ) an einem 
ersten Tragerbauteil (12); 
Befestigen der Enden an der anderen Seite der 
Vietzalil der ersten Langsbautelle (11) und der 
Vielzahl der zwerten Langsbauteile (1111) an 
einem zweiten Tragerbauteil (13). 

8. Verfahren nach Anspruch 1 mit den folgenden 
Schritten: 

Befestigen der Enden an einer Seite der Viel- 
zahl der Langsbauteile (11), die parallel zuetn- 
ander angeordnet sind. an einem ersten Tra- 
gerbauteil (12); 
- Befestigen der Enden an der anderen Seite der 
Vielzahl der Langsbauteile (11 ), die parallel zu- 
einander angeordnet sind, an einem zweiten 
Tragerbauteil (13). 



Revendlcatlons 

1 . Proc6de pour fabriquer une plaque de tamis de fa- 
brication de papier, comprenant ies dtapes consis- 
tant^: 

preparer une plurality d'dldments iongitudinaux 
(11) comportant chacun des cavit6s (a) et des 
saiilies (b) formees de fagon continue sur la sur- 
face de ceux-cl avec au moins deux pieces des 
saiilies (b) ; 

disposer la plurality desdits didments Iongitudi- 
naux (11) paralldlement Ies uns aux autres ; 
fixer lesdrts Sl^ments Iongitudinaux (1 1 ) Ies uns 

aux autres ; et 

former des fentes entre lesdits 6l6ments Iongi- 
tudinaux (11); 

caract^risd en ce que lesdites saiilies (b) sont 
formees sous la forme de saiilies de section trans- 
versale circulaire. 

2. Proc6de selon la revendication 1 , comprenant r6ta- 
pe consistant d disposer la plurafitd desdits 616- 
ments Iongitudinaux de telle sorte que ies cavltes 
(a) de chacun desdits 6l6ments Iongitudinaux (11) 
Solent amen^es k venir en vis-^-vis avec Ies cavltes 
(a) de chacun desdits 6l6ments Iongitudinaux (11), 
et que Ies saiilies (b) de chacun desdits 6l6ments 
Iongitudinaux (11) butent contre Ies saiilies (b) de 
chacun desdits Elements Iongitudinaux (11). 

3. Proc6d6 selon la revendication 1 , comprenant ies 
etapes consistant h : 



preparer une plurality de premiers 6l6ments 
Iongitudinaux (11) comportant chacun des ca- 
vltes (a) et des saiilies (b) form6es de fa^on 
continue sur la surface de ceux-ci avec au 
moins deux pieces des saiilies (b) ; 
preparer une plurality de deuxi^mes 6l6ments 
Iongitudinaux (1111) comportant chacun des 
cavitds (a) et des saiilies (b) formees de fa9on 
continue sur la surface de ceux-ci avec au 
moins deux pieces des saiilies (b) ; 
disposer lesdits premiers 6l6ments Iongitudi- 
naux (11) et desdits deuxt&mes 6i6ments Ion- 
gitudinaux (1111) de telle sorte que Ies saiilies 
(b) de chacun desdits premiers 6l6ments Iongi- 
tudinaux (11) butent contre Ies cavitds (a) de 
chacun desdits deuxi^mes 616ments Iongitudi- 
naux (1111), et que Ies saiilies (b) de chacun 
desdits deuxl^mes 6l6ments Iongitudinaux 
(1111) butent contre Ies cavitds (a) de chacun 
desdits premiers 6l6ments Iongitudinaux (11), 
respectivement, et que Ies cavit6s (a) de cha- 
cun desdits premiers 6 laments Iongitudinaux 
(1 1 ) soient amenees k venir en vis-^-vis des ca- 
vltes (a) de chacun desdits deuxi^mes 616- 
ments Iongitudinaux (1111), et, 6galement, dis- 
poser en alternance la pluralit6 desdits pre- 
miers 6l6ments Iongitudinaux (1 1 ) et la pluralite 
desdits deuxi^mes 6l6ments Iongitudinaux 
(1111); 

fixer lesdits premiers 6l6ments Iongitudinaux 
(1 1 ) auxdits deuxi6mes 6l6ments Iongitudinaux 
(1111) ;et 

former des fentes entre lesdits premiers 616- 
ments Iongitudinaux (11) et lesdits deuxifemes 
6l6ments bngitudinaux (1111). 

4. Proc6d6 selon la revendication 1, comprenant Ies 
6tapes consistant k : 

pr6parer une pluralit6 de premiers 6l6ments 
Iongitudinaux (11) comportant chacun des ca- 
vit6s (a) et des saiilies (b) form6es de fa9on 
continue sur la surface de ceux-ci avec au 
moins deux pieces des saiilies (b) ; 
pr6parer une pluralite de deuxidmes elements 
Iongitudinaux (1111) ayant chacun une surface 
uniforme sans cavit6s et sans saiilies form6es 
sur celle-ci ; 

disposer lesdits premiers 6lemenls Iongitudi- 
naux (11) et lesdits deuxidmes 6lements Iongi- 
tudinaux (1 1 11 ) de telle sorte que Ies saiilies (b) 
de chacun desdits premiers 6l6ments Iongitu- 
dinaux (11) butent contre la surface de chacun 
desdits deuxifemes 6lements Iongitudinaux 
(1 1 1 1 ) et que Ies cavit6s (a) de chacun desdits 
premiers 6l6ments Iongitudinaux (11) soient 
amen6es k venir en vis-d-vis de la surface de 
chacun desdits deuxiemes 6l6ments bngitudi- 
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naux (1111); 

disposer en aiternance la plurality desdits pre- 
miers ^l^ments longitudinaux (11) et la pluralftd 
desdits deuxi^mes 6l6ments longitudinaux 
(1111); 5 
fixer lesdits premiers 6l6ments longitudinaux 
(11) auxdits deuxi^mes ^l^ments longitudinaux 
(1111);et 

former des fentes entre lesdits premiers 6ld> 
ments longitudinaux (11) et lesdits deuxi^mes io 
6I6ments longitudinaux (1111). 

5. Proc6d6 selon la revendication 2, comprenant les 
stapes consistant k : 

IS 

fixer des extrSmitSs sur un cote de la plurality 
desdits 6I6ments longitudinaux (11) disposes 
parall6lement les uns aux autres h un premier 
6l6ment de support (1 2) ; 

fixer des extremit^s sur I'autre cote de la plura- 20 
(ltd desdits 6l6ments bngitudinaux (11) dispo- 
ses paralldlement les uns aux autres k un 
deuxieme Element de support (13). 

6. Proc6d6 selon la revendication 3, comprenant les 2S 
stapes consistant k : 

fixer des extr6mites sur un c6t6 de la plurality 
desdits premiers elements longitudinaux (1 1 ) et 
de la plurality desdits deuxi^mes elements Ion- so 
gitudinaux (1111) d un premier diement de sup- 
port (12); 

fixer des extr6mit§s sur Tautre c6X6 de la plura- 
lity desdits premiers 6l6ments longitudinaux 
(11) et de la plurality desdits deuxi^mes 61^- 3S 
ments longitudinaux k un deuxidme dl6ment de 
support (13). 

7. Proc6d6 selon la revendication 4, comprenant les 

6tapes consistant k : 40 

fixer des extr^mit^s d'un cotd de la pluralite 
desdits premiers elements longitudinaux (1 1 ) et 
de la plurality desdits deuxi^mes dl^ments lon- 
gitudinaux (1111) a un premier element de sup- 45 
port (12); 

fixer des extr^mitys sur I'autre cdt6 de la plura- 
lity desdits premiers elements longitudinaux 
(11) et de la plurality desdits deuxi&mes 616- 
ments longitudinaux (1 111 ) ^ un deuxidme yiy- so 
ment de support (13). 

8. Procydy selon la revendication 1 , comprenant les 
ytapes consistant k : 

55 

fixer des extrymitys sur un cdty de la plurality 
desdits yiyments longitudinaux (11) disposys 
paraliyiement les uns aux autres k un premier 



yiyment de support (12) ; 
fixer des extrymitys sur Pautre cdty de la plura- 
lity desdits yiyments longitudinaux (11) dispo- 
sys paraliyiement les uns aux autres k un 
deuxiyme yiyment de support (1 3). 
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FIG.5 
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FIG.6 
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FIG.8 
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FIG. 17 
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FIG.18 
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